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IN THE CLAIMS : 

1. (Currently Amended) A method of manufacturing a fuel injector comprising: 

providing a clean room; 

fabricating a fuel tube assembly in the clean room; 
fabricating an armature assembly in the clean room; 
fabricating a seat assembly in the clean room; 

assembling a fuel group by performing the following processes in th e ord e r recit e d : 
inserting an adjusting tube into the fuel tube assembly; 
inserting a biasing element into the fuel tube assembly; 
inserting the armature assembly into the fuel tube assembly; and 
connecting the seat assembly to the fuel tube assembly; and 

washing the fuel group; and 

inserting the ftiel group into a power group outside the clean room. 

2. (Original) The method according to claim 1, wherein fabricating the fuel tube assembly 
comprises fixedly connecting an inlet tube to a magnetic pole piece. 

3. (Original) The method according to claim 1, wherein fabricating the fuel tube assembly 
comprises fixedly connecting a magnetic pole piece to a non-magnetic shell. 

4. (Original) The method according to claim 1, wherein fabricating the fuel tube assembly 
comprises fixedly connecting a non-magnetic shell to a valve body. 
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5. (Original) The method according to claim 1, wherein fabricating the armature assembly 
comprises fixedly connecting a magnetic armature to a preferably non-magnetic sealing element. 

6. (Original) The method according to claim 5, further comprising fixedly connecting an 
armature tube between the magnetic armature and the sealing element. 

7. (Original) The method according to claim 1 , wherein fabricating the seat assembly 
comprises fixedly connecting a sealing element guide to a valve seat. 

8. (Original) The method according to claim 1, further comprising installing a filter into the 
fuel tube assembly. 

9. (Original) The method according to claim 8, wherein the filter is fixedly connected to the 
adjusting tube. 

10. (Currently Amended) A method of assembling a fuel group comprising: 

providing a clean room; 

fabricating a fuel tube assembly in the clean room; 
fabricating an armature assembly in the clean room; 
fabricating a seat assembly in the clean room; 

assembling the fuel group by performing the following processes in th e ord e r r e cit e d : 
inserting an adjusting tube into the fuel tube assembly; 
inserting a biasing element into the fuel tube assembly; 
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inserting the armature assembly into the fuel tube assembly; and 
connecting the seat assembly to the fuel tube assembly ; and 
washing the fuel group . 

11. (Original) The method according to claim 10, wherein the fabricating of an armature 
assembly further comprises setting an injector lift height. 

12. (Original) The method according to claim 10, wherein fabricating the fuel tube assembly 
comprises fixedly connecting an inlet tube to a magnetic pole piece. 

13. (Original) The method according to claim 10, wherein fabricating the fuel tube assembly 
comprises fixedly connecting a magnetic pole piece to a non-magnetic shell. 

14. (Original) The method according to claim 10, wherein fabricating the fuel tube assembly 
comprises fixedly connecting a non-magnetic shell to a valve body. 

15. (Original) The method according to claim 10, wherein fabricating the armature assembly 
comprises fixedly connecting a magnetic armature to a preferably non-magnetic sealing element. 

16. (Original) The method according to claim 15, further comprising fixedly connecting an 
armature tube between the magnetic armature and the sealing element. 
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17. (Original) The method according to claim 10, wherein fabricating the seat assembly 
comprises fixedly connecting a sealing element guide to a valve seat. 

18. (Original) The method according to claim 10, further comprising installing a filter into the 
fuel tube assembly. 

19. (Original) The method according to claim 19, wherein the filter is fixedly connected to the 
adjusting tube. 

20. (Original) The method according to claim 16, wherein the armature tube is non-magnetic. 

21 . (Previously Presented) The method according to claim 1 , wherein the connecting of the 
seat assembly comprises forming hermetic seal between an orifice disc and a surface of the seat 
assembly outside of the clean room. 

22. (Previously Presented) The method according to claim 21, wherein the connecting of the 
seat assembly comprises welding through outer and inner surfaces of a valve body to the 
circumferential surface of the seat assembly so that a hermetic seal is formed between the inner 
surface of the valve body and the circumferential surface of the seat assembly. 

23. (Previously Presented) The method according to claim 10, wherein the assembling of the 
fuel group comprises forming hermetic seal between an orifice disc and a surface of the seat 
assembly outside of the clean room. 
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24. (Previously Presented) The method according to claim 23, wherein the connecting of the 
seat assembly comprises welding through outer and inner surfaces of a valve body to the 
circumferential surface of the seat assembly so that a hermetic seal is formed between the inner 
surface of the valve body and the circumferential surface of the seat assembly. 

25. (New) The method according to claim 1, wherein the inserting comprises rotating the 
fuel group relative to the power group to at least one reference point provided on either of the 
fuel group or power group. 



